MANUFACTURE OF OPTICAL. GLASS.

photographic lenses the quality obtained by pouring and rolling is
satisfactory.

All types of glass may be cast if certain precautions are observed.
The flint series, and even extra dense flints, are of course most readily
cast because of their viscosity relations and ease of annealing. Sheets
of glass 2 inches thick may be cast by experienced hands under prop-
erly regulated conditions.

For many purposes inspection through the edges of the small plates
cut with a diamond from a large sheet suffices for the detection of
imperfections, such as striae, bubbles, stones, strain, and color. For
more critical work the edges should be ground and polished so that rec-
tangular plates are obtained.
Inspection of plates of rolled
glass polished on the sides only
(flats) may fail to reveal the
presence of heavy ream.

PREPARATION OF RAW POT
GLASS FOR PRESSING OR
MOLDING.

The operations described in
this and the next few sections
apply only to raw pot glass
and not to rolled optical glass.
From a production standpoint
one of the advantages of rolled
optical glass over ordinary
optical glass is the reduction of
the number of factory opera-
tions required to produce the
rolled stock and the conse-
quent saving of time and ex-
FIQ. 5o.-The inspection of optical glass in rough pense which result therefrom.

chunks.   (Photograph by J. Harper Snapp at plant       Each pot of raw pot glass as
of Bausch& Lomb Optical Go.)                         I      .    .            .       ,  .          ,-,        ,

it is received from the storage

vault or from the furnace hall is inspected in the rough (fig. 50) and
the portions of each block which contain striae or other imperfections
are trimmed off. The large blocks are broken into smaller pieces suit-
able for molding and pressing. For this purpose a heavy hammer and
a sharp chisel with a cutting edge 1 to 2 inches long are used. (Fig. 51.)
The block of glass is placed on several thicknesses of thick, compact
felt which shields the glass from bruises; the block is struck a sharp
quick blow. With practice the operator can break a block of glass
into nearly rectangular pieces with approximately flat sides To
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